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of the cutter being ground, and its clearance angle, depends primarily on

the setting of the machine and not on the accuracy of truing of the wheel

or on the way. the wheel wears.
Fig. 298 indicates incorrect methods
at a and correct methods at b. The
correct clearance angle is obtained by
setting the cutter properly in relation
to the grinding wheel and this is
done by means of tooth rests, against
which the cutter teeth are held by
hand, in conjunction with the verti-
cal adjustment of the work table in
relation to the wheel axis, as is indi-
cated in Fig. 299, from which it is
seen that H, the difference in level
of the wheel and work axes, is given

by H=Rsina where R is the radius of the wheel and a is the desired

clearance angle.

In grinding with the cup wheel the tooth being ground should be set

FIG. 299.

FIG. 300.

FIG. 301.

so that it intercepts the hollow part of the wheel as indicated by the line
XX in Fig. 300, and not as indicated by YY. With long cutters, as for
example reamers, the cutter axis OO (Fig. 301)
must be set slightly out of square with the wheel
axis so as to make the wheel cut on one side
only. The necessary clearance angle is obtained
by the setting of the tooth rest in relation to
the axis of the cutter, as indicated in Fig. 302.
The height h is given by h=r sin a where r is
the radius of the cutter.

Twist Drill Grinding.   It has been men-
tioned that it is important that the
cutting   edges   of  a  twist   drill
should  be equal in length and
equally inclined to the drill axis;

the clearances behind the cutting edges should also be
equal although, provided the clearance is sufficient, this is
a secondary matter. Numerous drill grinding 'machines FIG. 303.

